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WHAT IS CiJTTfrED IS: 

1. A method of making a tire, said tire comprising: 

- a carcass structure (2) ; 

- a tread band (8) at a position circumferentially 
external to the carcass jstructure (3); and 

- at least one paii of sidewalls (9) at laterally 
opposite positions on thje carcass structure (2); 

wherein accomplishment of the carcass structure (2) 
involves formation of at least one first carcass ply (3) 
by the following steps: 

- preparing strip-1 
longitudinal and parall 
least partly coated w;. 
elastomer material (17} p 

- depositing each 
onto a toroidal support 
conformation about the 


ike lengths (13), each comprising 
el thread-like elements (14) at 
th at leas't one layer of raw 


of the strip-like lengths (13) 
(11) in a substantially U-shaped 
profile in transverse section of 
the toroidal support (11), to define two side portions 
(25) substantially extending in planes orthogonal to a 


geometric axis of rotat 
at mutually spaced apart 
and a crown portion (24 
position between the si 

wherein the crown 
length (13) are dispos 
relationship along the 


ion of the toroidal support (11) 
positions in an axial direction, 
extending at a radially outer 
ie portions (25) , 
portions (24) of each strip-like 
d consecutively in side by side 
ircumferential extension of the 


toroidal support (11), vhereas the side portions (25) of 


each strip-like length 
a side portion of 
consecut ive length . 

The method ate 
on of said st 


13) are each partly covered with 
least one circumferentially 


prepa 
out 
one 
said 
elastoin 


claimed in claim 1, wherein 
rip-like lengths (13) is carried 
v ting actions-Wxecuted sequentially on at least 
luous strip-like element (13a) incorporating 
^ad-like elements (14) in said layer of raw 
material (17) . 
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3. The method as claimed in claim 1, wherein each 
cutting action is followed by deposition of the 
individual length (13) thus lobtained onto the toroidal 

support (11) . 1 

4. The method as claimed in claim 1, wherein the 
side portions (25) belonging to circumferentially 
contiguous strip-like lengths (13) on the toroidal 
support (11) are caused to Mutually converge at the 
geometric axis of rotation of the toroidal support 
itself. 

5. The method as claimed in claim 1, wherein 
covering of the side porU^ifT"T^) of each strip-like 
length (13) progressively otcrg4ses starting from a 
maximum value at radially inWWnds or\ the side portions 
until a zero value at tranWmon regions between said 
side portions and crown portu 

6. The method as claimtedlj^claim 1, wherein the 
individual strip-like length^ \ (13) are sequentially 
deposited onto the toroidal supfcort (11) according to a 
circumferential distribution pitich corresponding to the 
width of the strip-like lengths.! 

7. The method as claimed ifc claim 1, wherein the 
individual strip-like lengths \l3) are sequentially 
deposited onto the toroidal support (11) according to a 
circumferential distribution pitdh corresponding to a 
multiple of the width of the stripY-like lengths. 

3. The method as claimed in Alaim 1, wherein each 
strip-like length (13) has a widtft corresponding to a 
submultiple of the circumferential extension of the 
toroidal support (11), as measured at\ an equatorial plane 

thereof. \ 

9. The method as claimed in t claim 1, wherein 
accomplishment of said at least one fitst carcass ply (3) 
further involves a step of sequentially pressing each 
strip-like length (13) at its side bortions (25), to 
define regions of increased width clbse to the inner 
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circumferential edges of the carcass structure (2). 

10. The method as claimed in claim 9, wherein 
preparation of said strip-like lehgths (13) is carried 
out by cutting actions executed sequentially on at least 
one continuous strip-like element (2k) incorporating said 
thread-like elements (14) in said laVer of raw elastomer 
material (17), said pressing step hieing carried out on 
the continuous strip-like element (2a\ before execution 
of the cutting action. \ 

11. The method as claimed irtfMclaitti 9, wherein 
concurrently with said pressing ^tep, Woyi/ng apart from 
each other of the thread-like elements \x$ comprised in 
the strip-like length (13) is carrLd dut. 

12. The method as claimed in claim 1, wherfein during 
the deposition step, at least one\of\ the/strip-like 
lengths (13) is held on the toroidal Vubp«*rt (11) by a 
suction action produced through the tdroidal support 
itself. \ 

13. The method as claimed in clakm 1, wherein 
deposition of each strip-like length (13A involves the 

steps of: \ 

laying down the strip-like \length (13) 

transversely and at a centered position relative to an 
equatorial plane of the toroidal support (111); 

- radially moving the strip-like length (13) close 
to the toroidal support (11) so as to foA the crown 
portion (24) of the length on the toroidal support 

itself; \ 

- translating the opposite ends of the tetrip-like 
length (13) substantially radially closA to the 
geometric axis of rotation of the toroidal supbort (11) 
for applying the side portions (25) of the st^ip-like 
length (13) to the toroidal support (11); \ 

rotating the toroidal support (11) through an 
angular pitch corresponding to the circumferential 
distribution pitch of the strip-like lengths (13) A 
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14. The method as claimed 
comprising a step of pressing said 


the strip-like lengths (13) 
the toroidal support (11). 

15. The method as claimed 


in claim 1, further 
side portions (25) of 


against the side walls of 


accomplishment of the carcass structure (2) further 


in claim 1, wherein 


east one inextensible 
close to each of the 
the carcass ply (3) 


comprises the step of applying at 
annular structure (4) to a region 
inner circumferential edges of 
obtained from the deposition step. 

16. The method as claimed Jtn claim 1, wherein 
accomplishment of the carcass/stirucVure (2) further 
comprises the step of forminfe an liast one second 
carcass ply (31) superposed on the f|toSt darcass ply (3). 

17. The method as claimed ii claim 16, wherein 
formation of the second carcass fclyl (31/ takes place in 
the same manner as accomplishment df^the first carcass 
ply (3). 

18. A method of making a tire Provided with: 

- a carcass structure (2) having a pair of 
circumferentially inextensible annular structures (4) 
each disposed close to a radially in^er circumferential 
edge of said carcass structure (2); 

- a tread band (8} located at al circumferentially 
outer position to the belt structure 1(5); 

- at least one pair of sidewallb (9) located at 
laterally opposite positions on the jcarcass structure 
(2); 

wherein accomplishment of each inextensible annular 
structure (4) comprises the steps of: 

- depositing at least one first elongated element in 
concentric coils (27a) into a molding caVity (30) in view 
of forming a first circumferentially inextensible annular 
insert (27) substantially in the form df an annulus; . 

- depositing at least one second elongated element 
in concentric coils (28a) into the molding cavity £30) 
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in 


in view L of forming a sec 
inextensible annular insert (28 


form of an annulus disposed concentrically in side by 

first annular insert 


>nd ciWumferentially 
substantially in the 


^ldink 


and 
snt: 


body (29) of raw 
vity (30), which 
intimately joined 
lly inextensible 


side relationship relative to th 
5 (27); 

- forming at least one fj 
elastomer material in the m 
filling body is interposed betwee 
to the first and second circumf 
10 annular anchoring elements (27, 

19. The method as claimed in"cuaim 18, wherein each 
of said inextensible annular structures (4) is interposed 
between at least one first carcass ply (3) and one 
second carcass ply (31) superposed 

15 ply. 

20. The method as claimed in 
deposition step of at least one of 
elongated elements is preceded by al rubberizing step in 
which the elongated element is coated with at least one 

20 layer of raw elastomer material. 

11. The method as claimed in claim 18, further 
comprising a step of magnetically retaining at least one 
of saitl first and second circumferentially inextensible 
annulat inserts (27, 28), at a predetermined position, 
25 within |the molding cavity (30) . 

The method as claimed in claim 18, wherein 
itiloX of said filling body (29) comprises the steps 


?n said first carcass 

[laim 18, wherein the 
id first and second 


exposing at least one annular element of raw 
30 elasfemeh: material of a predetermined volume between the 
id second inextensible annular inserts (27, 28); 
- reducing the volume of the molding cavity (30) in 
order td compress said annular element of elastomer 
material \ between the first and second inextensible 
35 annular inserts (27, 28) and deform it until it fills 
said molding chamber. 
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13. ' method as claimed in clTfTm 1, wherein 
formation of the carcass structure (2) is preceded by a 
step ov£ coating the toroidal support (11) with at least 
one sealing layer or liner (10) made of an elastomer 
material impervious to air. 

24. \ The method as claimed in claim 23, wherein said 
coating etep is carried out by winding at least one 
ribbon-like band (12) of an air-proof elastomer material 
in coils \disposed side by side along the profile in 
transve^seTs^gtion of the toroidal support (11) . 

2j5. TfoeVVethod as claimed in claim 1, further 
comprising fhe FSf eps of: 

jing the tire (1) from" the toroidal support 

(Hi 
(2) j 


- introducing an air tube into the carcass structure 


- vulcanizing the tire (1) . 

26. The \ method as claimed in claim 1, further 
comprising a \tulcanization step during which stretching 
of said carcass plies (3) and belt strips (6, 7) is 
carried out foi achieving an expansion of the tire of a 
linear amount included between 2% and 5%. 
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